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usual to duplicate them, thereby using one mould for moulding whilst the other is being stripped and recharged for continued operation.
Semi-portable moulds represent those moulds wherein one half of the mould remains fixed to the press head, but where it is necessary to remove the other half for extraction of the moulding and loading of the cavity.
Fixed Automatic Moulds: Such moulds remain permanent fixtures in the press; both the top and bottom plates are screwed to the platens and are not removable after each moulding cycle. Invariably this type of mould is fitted with automatic ejection.
As an instance, we will take the moulding of small knobs, having incorporated in them a metal boss. In the integral design of the mould a pin is incorporated on to which the metal bush is fixed with a common push fit. The pin continues through the mould, and is extended until the under side rests upon a bar. This bar is in turn attached to a rod which is secured to the press head and made movable. When the press is opened to a predetermined distance the rod is moved upward, thereby pulling the cross bars attached in one or the other direction (depending upon the type of mould), and by this means the pins seated on this cross bar (or bars) are moved, thus ejecting the mouldings. Such moulds lend themselves to ease of production and great speed, for it is necessary only to load the inserts and moulding material, the rest being quite automatic.
A further sub-classification is necessary.
Flash Moulds (Fig. a) : Simple type of mould for use where the moulding form is of simple design and where several impressions are incorporated in one mould. The separate impressions are generally machined from standard material and made so as to fit into standard bolsters.
Positive Moulds (Fig. b) : This type of mould is that whereby the whole of the pressure is applied to the moulding compound until the formation is completed, there is no " flash " area. Used for certain forms or designs where the cubic capacity of the moulding above its centre line is equivalent to more than that below. >
Pqsitive Flash Moulds ; These "are designed with a flash or land area around the moulding, and give positive pressure on the moulding after the excess material has .been ejected. Such moulds are employed where it is desired to avoid the possibility of porosity around the finishing edge. The punch is extended beneath the land level. Such extension is very small and need not exceed 5-10 thousandth inch. Furthermore, the clearance between the diameter of the punch and that of the clie is very slight, thus producing a thin flash which may be easily removed by tumbling.
Sub-cavity moulds are those wherein the flash area is continuous and connected between each individual impression. The pressure is evenly distributed over the whole of the mould area. The moulding material is equally dispersed and ease of ejection is facilitated.
Split Moulds : Such are necessary when the design calls for pressure in two directions (as supplied by an angle press) ; alternatively when ejection is not by the straight-draw principle (as with a coil former, etc.). Here the mould is partially loaded and the insert piece fitted, whilst the other part of the mould is fixed to the platen.
Injection Moulds : Used for injection and extrusion processes. The mould represents two plates which are engraved or otherwise machined to carry the contour of the moulding required plus the insertion of pins, etc/ Both plates are connected by two or mqre dowels, which assure alignment and facilitate locking by the inclusion of an eccentric ring for hand machines or by some other method for power-operated machines. The material is fetl into the closed cavity through a feed port and each impression is connected by 'a channel.
General moulds for moulding both thermo-plastic and thermo-setting materials should be machined from good-quality steel, either mild steel surface hardened (where hobbing is required) or from nickel-chrome or other alloy steels. The finish on the mould will determine the finish on the moulding produced.
In either instance the moulds should be located by dowel pins assuring alignment.
The width of the land or flash area will serve to build up the moulding by limiting the rate of flow, for this will act as a construction. This can b& more